Aircraft OEM: Eurocopter 


Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2017-03 Date Opened: 05 Jan 2017 Title: Fabrication 


Aircraft Mode): AS350/355 
Product Type: Cargo Basket Bodv 
Product Mode!: Médium Hoops 
Quantity: .50L 


Work Order Contents 
Initial or N/A 
Component Compietion 
As Instructed 


Work Order/Build Sheets (Procédures Provided) 
DB 
Quantity Complété on This Work Order 
36/5/5* 


Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
N/A 


Drawings (See List Below) 
DB 
Further Processing Required Before Release 
N/A 


Parts Distribution Sheet 
DB 
Release to Stock as Components 
N/A 


Sub ComponentTags 
N/A 


Completed Certification (Original) 
N/A 
Certification 
Initial or N/A 


Time Sheet (R&D) 
N/A 
Form One Completed 
N/A 


Notes 
N/A 
Serviceable (Green) Tag Completed 
N/A 


In Process (Yellow) Tag Completed 
JC 


Buiid Sheet Contents 
Unserviceable (Red) Tag Completed 
N/A 


Tasks Initialled 
JC 
Parts Tracking Tags (White) Completed 
N/A 


Dual Inspections Initialled 
JC 
Parts Placed in Stores for Distribution 
N/A 


Additional Documentation 
Initial or N/A 


Drawing List 
Drawing # 
Rev# 
Description 
Initial or N/A 
Documentation of a minor change 
N/A 


76421 
1 
Regular Hoop 
DB 
Non-Conformance Report Required 
N/A 


76422 
3 
Fwd Mount Hoop 
DB 
Service Difficulty Report Required 
N/A 


84262 
2 
Handie Provisions 
DB 


Billing 


Local (Aero Design) 
JR 


Research and Development 
N/A 


Third Party 
N/A 


Traveiler 
Notes: 


46 X 76421-01 Hoop - Standard 
5 X 76421-01 Hoop - Standard with 84262-01 Handie Provisions 
Sx 76422-01 Hoop - Forward Attachment 
Handie provision and forward attachment hoops 
made from standard hoops as stock 
4x scrapped due to incorrect bends during setup 


Print: D. Bartfai 


Print: J. Clarke 
Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: J. Clarke 
Approved Manufacturing Facility 73-04 


SCA: AD07 


SCA: AD02 


SCA: AD02 


Form 20.D 


Date: 
06-Jan-17 


Date: 
06-Jan-17 


Date: 03-Apr-17 
Rev. Original 23 Sep 2014 


AS 3^0 h^cJ- 


CARGO BASKET HOOP FABRICATION - 76421 


General 


These instructions apply to cargo basket hoop 76421-01 and derivatives that use it as stock. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


76421, Revision G - Hoop 


Notes 


1. Al\ways bend 1 hoop start to finish to ensure stops and stock iength are correct. 
2. Aiways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


WorkOrder: 
O/ 
^ 
\ / Lj / 
Compléta 
<0 
^ 
^ 
X 
(initial or SC^#) 
Date Open: ~ 
^ 
qS'^/fpj Do(7 
a 
73-04 
01 
1. Hoop Fabrication 


a. Cut Yi" X 0.035 material to 48.0"?, one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 
' ^ 


ii. Lower bend stop: ?? 


f. Slide stock tube through bending die up to upper stop, angled end of tube, long side away. 
Rotate bending arm clockwise until tube is secure, ready to bend. Ensure tube remains tight to 


upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die. 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for angle and height using hoop jig. Adjust stops if required. 


j. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


k. Slide stock tube through bending die up to upper stop, square end of tube. Rotate bending arm 


clockwise until tube is secure, ready to bend. Ensure tube remains tight to upper stop. 


I. 
Slide shim ail the way forward on bender to secure tube in die. 
m. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure, 


n. Check tube bend for square and height using hoop jig or carpenters square. Adjust stops if 


required. 


o. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. hoop width at top: 21" (inside to inside) 


iii. adjust upper stop for height if required 


iv. adjust stock Iength for width if required 


V. twist-due to pulling bending arm up or down through bend 
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CARGO BASKET HOOP FABRICATION - 76421 


p. Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
q. Inspect hoops for conformity to drawing. 


r. Tag complété and inspected hoop(s) and place into stock. 
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Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


VBA 0G3 


W 


Complété Fabrication Instructions 


This sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadian Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 


The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: 
AS350 Quick Release Cargo Basket Hoop 
Work Order #: 
Number of Units: 
■ 2.0/ù 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 
m 
gé 
PS 
AS350 
Cut a piece of material to 48 3/16" 
N/A 
cS 
0 0 m 


AS350 
Cut one end at 90 degrees and the opposite end at 16 
degrees. 
N/A 
0 pé m Pê m 


AS350 
At the 90 degree end measure 12.5 and mark. Bend at that 
mark, set stop at 103 deg. 
N/A 
Pô m m 


AS350 
Atthe longest point of the 16 degree end measure 14 1/4" 


and mark. Bend at that mark, set stop at 85 deg. 
N/A 
m 0 m pâ 0 


Post Fabrication Inspection 
Inspect components to ensure conformity to the applicable design data. 


Signature: 


Licence Number or SCA: 


Date: 


CARGO BASKET HOOP FABRICATION - 76422 


General 


These instructions apply to cargo basket forward attachment hoop 76422-01. Refer to the following drawings, 


at the current revision, for dimensions and détails: 


76421, Revision G - 
Hoop 
76422, Revision G-Attachment Hoop 
&Tï 5- 
WorkOrder: ^ 
<^^'3 
' ' 
Complété 


(initiai or SCA #) 
Date OpeniûS^ 
2 
O^l 7 
^ ^ 


1. Machining 


a. Start with 76421-Gl hoop as stock. 
b. Setup manual milling machine with standard steel vise jaw, with a backup bar to prevent the 
hoop from deflecting while cutting. Set XY G on far, right edge of hoop (end of hoop). Shift X 


along hoop G.75" and set X G. 


c. Using 5/8" (G.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 


05 
2. Welding 


a. Attach two 69823-02 lugs to 11" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 
prepared in step 1. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list 


d. Tag in process hoop(s) and place into stock. 


3. Finishing and Inspection 


a. Run 3/8-24 tap through welded lugs. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 


K5 
73-04 
01 
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DESCRIPTION OF CHANGE 


INITIAL ISSUE - CREATED FROM 36262 
CHANGE LOCATION OF BUSHINGS 
UPDATED TITLE BLOCK> MOVE UD PROVISIONS TO S4263 


INIT1ALS 
BJC 
DATE 
03/11/2009 
29/09/201 
14/02/2014 


CARGO BASKET RIM 
(REF) 


FIRST HOOP FROM END I 


0.406 


A AC+0.00 
"•"-0.03 
I 
TYP 


2.750 


RRST HOOP FROM END 


02) 
2 PLACES PER HOOP 


1Z" -<^TAW 


BOTH SIDES 
GRIND FLUSH AFTER WELDING 
2 PLACES PER HOOP 


DRILL (»5<6 (0.313) THRU 
2 PLACES 


(oi) BASKET HANDLE PROVISIONS ASSEMBLY 
^ 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES; 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. IffiLDING TO BE COMPLETED BY 6TAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


APPROVALS 
DATE 
AERO DESIGN LTD. 
)) 
eeaaA jialasfina road 
J/ 
POWELL RIVER, BC, CANADA. VBA 0G3 
^ 
WL: 0O4.46S.SS76 
ttt nrrilialiii nt 


XFF CLARKE 
03 NOV 2009 


E. BURGON 


UNLESS O-THERWSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 


HEUCOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SCALE 1 : 1 
DNC. SŒ 
A3 


DWL Na 
84262 


REV. 
2 
X.X 
±0.1 
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REV. 
DESCRIPTION Cf CHANGE 
NTIALS 
DATE 


0 
INITIAL ISSUE 


1 
TITLE BLOCK UPOATED; NOTE 2 REMOVEO: ADO VENT HOLE 
ex 
11/07/2014 


NOTES 


1. 
R£MO\E ALL BURRS AND 8R£AK SHARP COCES 


HOOP 


SCALE 1 
; 
1 


76421-011 01 IHOOP 
1M STEEl COND. I 


UATZRIAL SPeC 


0.5 X 0.035 SQR TUBE 


UST OF UATERIALS 


R. RATHWEU 


C. BURCON 


UNLESS OTHERWSE SPCCFIED 
OH^NSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEQUALS 
ANGLES 
XXXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
HOOP 


SHEET 
1 
OF 1 
Al 
76421 


M'OS 
'Srrsrr&~-i-ts=-m 


OtSCRIPTICW OF CHANGE 
NITIALS 
INITIAI ISSUE 


TIILE BLOCK UPOAIED; \CNT HOU AOOEO: NOTE 2 REUOVED. 3 UOVCD TO 2 
/07/201 


VIEW A-A 


TTPICAL 2 PuaS 


IZM fCF 


RENOVE ALL 8URRS ANO BREAK SHAfH» EDGES. 
•H (0.625) THRU 
0.512 OCEP 
KFORC ASSCM8LY 
TVP. 2 PLACES 
2. «ELOWG OF 4130 STEEL TO BE CONPLETED BT CTAW METMOO TO AMS2&S5C. 
WELOmC ROD SHALL CONFORM TO ANS ER70S-2 OR EQUIVALENT 
GTAW 


DRU. fJO (ai29) THRU 
VENT HOt£ (REF) 
76421-01 02 HOOP 


AERO DESIGN LTD 


@ATTACHMENT HOOP ASSEMBLY 
UNL£SS OTHERMSE SPEOFED 
ONCNSIONS ARE M INCHES. 
TOURANCCS ON: 
OEOMALS 
ANGLES 
ILXXX ±0.010 
±1/2* 
itxx 
±0.03 
±0. 


EUROCOPTER AS350 &AS355 SERIES 
QUICK RELEASE CARGO BASKET 
AHACHMENT HOOP ASSEMBLY 


SHCCT 
or 1 


CARGO BASKET HOOP FABRICATION - 84262 


General 


These instructions apply to ail cargo basket hoops that require handie bracket provisions. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


Handie Provisions - 
Common to ail baskets 
84262, Revision 1 - 
Handie Bracket Assembly 


Work Order: 
-^23 
(Qx^ 
Complété 
M ^ 
(initial or SCA #) 
Date Open: 
OS' 
73-04 
1. Handie Bushings-Préparation-84262-01 
01 


Required in locations where handie brackets will be installed. 


a. Start with stock hoop or half hoop as required for spécifie basket assembly. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16 (#4) centre drill through both sides in accordance 


with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 


2. Handie Bushings - 
Welding - 
84262-01 


a. Insert 84271-01 bushings into hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 
^ 


3. Handie Bushings-Finish-84262-01 


a. De-burr welded bushings. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 


05 
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Work Order: 
v j'iâS 


Date Opened:. 
2-<^v'éjb 


05'Sfi^ 9ûn 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Hoop Fabrication 


1 of2 


Acc'v 
OtV 


Détail 
Drpwing 


Step 1 
Jtk. 


Pc!''t Number 
Descriotion 
Material 


76421-01 


PO/WO 


Hoop - standard 
4130 Steel, Ys" x 0.035 Sqr. Tube 
/5&72 


step 1 
S 
76421-01 
Hoop - with handie provisions 4130 Steel, Vî' x 0.035 Sqr. Tube 
Çdhoyy) 


Step 2 
Welding 


Step 3 


84262 
84272-01 


A/R 


Bushing 


Welding Rod 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
pQ>(f-, 


ER70S-2 


Inspection 
None 


76422-01 
Hoop - attachment (forward) 


Step 1 
Fabrication 


4130Steel,y2"x 0.035 Sqr. Tube 


Step 2 


76421-01 
1/2" Tube-hoop 


Welding 


Step 3 


69823-02 


A/R 


Lug 
1018 Steel, 5/8" Rod 


Welding Rod 
ER70S-2 


Finishing and Inspection 
None 


Work Order-^rrT"/ ~/é>^ ^ 


Date Openedr 
(SLTJpy 


Matériel Tracking Sheet 
y 
Eurocopter AS350 / AS355 
Hoop Fabrication 


2of2 


Ar- I 
0»r 
■ ' 
*-0 


Détail 
O'v 
|pn.f 
Descri'''ion 
Mnterial 
PO/WO 


A//f 
76423-01 
Hoop - attachment (aft) 


Step 1 
/lyj" frVL 
{yJÛ ^ ' 
1/2 Hoop Fabrication - 1/2" hoop 


Step2 


. 1 
1/2" Tube-hoop 
4130 Steel, Yz" x 0.035 Sqr. Tube 


Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


Step 4 


. 1 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 


Machining 
None 


Step 5 
Joint Préparation 
None 


Weiding 


Step 6 
. 2 
76423-05 
Stud 
1018 Mild Steel, 5/8" Dia. 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


Step 9 


. A/R 
Weldinq Rod 
ER70S-2 
/ OQ C? ^ 
■ 
u 


Finishing and Inspection 
None 


